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To all whom it may concern: ,

Be it known that I, Roserr Harrwic, a
subject of the King of Prussia, residing at
No. 12 Bregenzerstrasse, Berlin, Kingdom
of Prussia, Germany, have invented a_new
and useful Method of Making Heat-Insu-
lated Receptacles. .

Insulating receptacles havé been known
consisting of two vessels placed one in the
other so as to form a jacket-space which is
filled with a bad heat-conducting material.
For the purpose of preventing heat from
being transferred from one vessel to the
other, an insulating ring or the like was
plaeed between the two vessels at the place
of transference, that is, near the upper

edge. The receptacles were made exclu-.

sively by furnishing an outer vessel formed
with a bottom, with a bottom layer of an
insulating material, placing the inner ves-
sel upon this layer, filling the annular space
between the sides of the two vessels with
the insulating material, and then making
the sealing joint comprising the insulating
ring. That method was not very satisfac-
tory because it was not easy to make the

. bottom layer perfectly smooth, and to ar-
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range the inner vessel concentrically in the
outer vessel. These difficulties would have
been greater, and in fact insuperable, if it
had been desired to ram the insulating layer

‘tightly because this would have been 1npos-

sible to effect as regards the bottom layer ac-
cording to that method. The great impor-
tance of ramming the insulating material on
the insulating property of the vessel had
not been appreciated, so that no attempt was
made to improve on the loose arrangement
of the material of the bottom layer.

The present invention has for its object
to remedy those drawbacks by providing an
improved method of making a heat insu-
lated receptacle.

The improved method consists in using
as the oufer vessel a substantial cylindrical
shell having no bottom, but being provided
with an annular flange or the like. This
shell is placed flange downward upon a

flat foundation and a jointing device such

as for instance a rubber ring is laid upon
the flange. Then the inner vessel is insert-
ed bottom upward into the cylindrical outer
vessel. In this manner the annular flange
of the inner vessel comes into uniform con-
tact all around with the jointing ring, and
theve is no direct contact between the two

vessels.  The hollow space between the two
vessels is then rammed tight up to the level
of the bottom of the inner vessel with a
finely divided insulating material, for in-
stance, asbestos, glass wool, ground cork or
the like. - Then by means of a suitable de-
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vice having a wedge-like action, the inner

vessel is pressed with its flange upon the an-
nular mass of insulating material, and this
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device is preferably so Iocked or fixed that -

it cannot get loose. Finally a layer of in-
sulating material is spread upon the bot-
tom of the inner vessel and rammed tight
whereupon the bottom of the outer vessel is
pressed -down hard upon the said layer and
15 soldered or otherwise fastened in place.

One construction of receptacle according
to this invention is illustrated by way of ex-
ample in the accompanying drawings, in
which—
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Figure 1 is a substantially vertical cross

section through a vessel made in accordance
with my invention; Fig. 2 is a bottom plan
view of the vessel, the bottom and loose ma-
terial immediately adjacent thereto being
removed ; Fig. 3 is a vertical central section
through the inner and outer shells and their
flanges, together with the compression ring;
Fig. 4 is a section similar to Fig. 3, but
showing the loose material as filled in be-
tween the inner and outer shells during the
making of the vessel; Fig. 5 is a section
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somewhat similar to Fig. 4, but showing .

the clamping mechanism as applied; Fig. 6
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shows a further step than Fig. 5, to wit: .

loose material resting upon the clamping
mechanism ; and Fig. 7 shows the completed
vessel which, when first finished, is bottom
upward.

In making the vessel I use an inner shell
and an outer shell, both parts being inverted
and so kept until the completion of the
vessel. The outer shell is shown at ¢ and is

provided internally with a flange b adjacent

to one end and brackets % adjacent to its
other end, the-outer shell having generally
the form of an open ended cylinder. The
inner shell is shown at ¢ and is provided
with a closed end ¢ and with an open
end opposite the closed end e.  The shell

¢ is further provided with an annular

flange d encircling its open end and spaced
a little ‘distance therefrom. In the manu-

‘facture of the receptacle the outer shell a

is turned into such position that the flange
b is downward, the shell resting upon a level
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base. The ring f of resilient material (in
this instance rubber) is now laid upon the
flange b. Next the inner shell ¢ is placed in
the position indicated in Fig. 3, to wit, bot-
tom upward, and with the flange.d resting
upon the rubber ring f. The flinge d now
rests uniformly along the entire surface of
the rubber ring f,"and any pressure applied
to the shell ¢ has a tendency to be equalized
by the ring f; yet there is no.direct metallic
connection between the inner and outer
shells. The substantially cylindrical vacant
space between the shells is now filled in the

usual or any desired manner, with an in- .

sulating material in a finely divided form.
For this purpose asbestos, glass wool, ‘or

. powdered cork may be employed. The ma-
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terial is filled into the space up to a level
coinciding with the uppermost portion of
the inner shell, the material being packed
tightly in position and appearing generally
as indicated in Fig. 4. A £l
is then placed directly upon the bottom e
of the shell ¢ and wedges 7 are driven be-
tween the fillet or strip ¢ and the brackets %
as shown in Fig. 5. By this means the
flange & of the shell ¢ is forced upon the
rubber ring f on the flange 4 of the shell a,
thus sealing the joint between the shells.

In order to secure the wedges I in place a
str:f), or fillet m is placed between opposite
S

wedges /, the ends of the strip or fillet m
preferably being forked, as shown, so as to

- partly embrace the wedges. The parts being
‘thus fitted in position, a layer . of the finely

divided material is placed upon the bottom
¢ of the shell ¢, as shown in Fig. 6, and the
disk %, with the annular flange integral
with it, is forced-down upon the material
and secured in position by soldering rivets,
or in any other desired manner, as shown in

. Fig. 7. With the receptacle thus formed I
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- an outer vessel and havin

5b

preferably employ a cover p provided with
a filling of finely divided material ¢, similar
to that used between the shells. The cover
is provided with a handle s and rests upon
a rubber ring 7 on the flange b of the shell a.

Having thus described my invention, what
I claim as new and desire to secure by Let-
ters Patent is:— : : i

1. The improved method of making a heat
insulated receptacle comprising an inner and
| a bad heat-con-
ducting material in the jacket-space between
the two vessels, which method consists in

- placing the outer vessel being in the form.of
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a shell without bottom and having an inner
flange flange-downward upon a snitable sup-
port, inserting the inner vessel having a bot-

tom and an outer flange bottom upward and |

- concentrically into the outer vessel, the outer

flange of the inner vessel lyi
inner flange of the outer vessel, ramming

et or strip .

above the |
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tight up the jacket-space between the tw
vessels with insulating material, placing
such material on the bottom of the inner
vessel and fastening an outer bottom in the

‘outer shell, substantially as described.
2. The improved method of making a heat -
" insulated receptacle comprising an inner and

an outer vessel and having a bad heat-con-

"ducting material in the jacket-space between

the two vessels, which method consists in
placing the outer. vessel being in the form
of a shell without bottom and having an
inner flange flange-downward upon a suit-
able sypport, placing an elastic jointing de-
vice upon this flange, inserting the inner ves-
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sel having a bottom and an outer flange bot-. -

tom upward and concentrically into the outer
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vessel, the flange of the inner ‘vessel. coming .
in uniform contact with the jointing device,

ramming tight up the jacket-space between
the two vessels up to the level of the bottom

~of the inner vessel with insulating material,

compressing the jointing device between the

two flanges by means of a tensioning device,
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spreading a layer of insulating material -

upon the bottom of the inner vessel, press-

ing ‘an outer bottom down upon the said

layer and fastening the said bottom in the

outer shell, substantially as describetl.

3. The improved method of making a heat
insulated receptacle'comprising an inner and
an outer vessel and having a had heat-con-
ducting material in the jacket-space between
the two vessels, which method consists in
placing the outer’ vessel being in the form
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of a shell without bottom and having an

inner flange flange-downward upon a suit-’

able support, placing an elastic jointing de-
vice upon flange, inserting the inner

100

vessel having a bottom and an outer flange -

bottom upward and concentrically into the
outer v I T vessel
coming in uniform contact with the jointing

, the flangé of the inner vessel
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device, ramming - tight up the. jacket-space "

between the two vessels up to the level of
the bottom of the inner vessel with insulat-
ing material, arranging a tensioning device

‘above the bottom of -the inner vessel, com-
‘pressing the' jointing device between the

two flanges by tightenin u(iz the tensioning
device, % ing the: sdiﬁ levice in place,
spreading a layer of insulating material
upon.the bottom of the inner vessel, press-

ing an outer bottom down upon fhe said
 layer and fastening the said bottom in the

-outer shell, substantially as'described. . = -
- In testimony whereof, I have signed my .

name to this specification in the presence
of two subscribing witnesses. _
S ‘miOBERT HARTWIG. .
Witnesses: - T = ‘

WoLpeMAR. Haver, _
. Hexey Hasper.

110

115

120



